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ally the same as in Fig. 90.   The punch D pierces a hole in the blank
and is arranged to act slightly after the blanking punch and die have

cut the blank out. The plate E acts
as a pressure-plate during the piercing
operation and serves to prevent the
pierced blank being carried up by the
punch.

Another example is shown in Fig. 92
where the parts are, in comparison
with Fig. 91, inverted. The blanking
die A is now held on the bolster of
the press and the blanking punch B
in the ram. The pressure-plate C for
the blanking operation is carried by
the punch holder. The piercing
punch is seen at D and the piercing
die is formed by the recess in the
punch B. The ring E acts as a stripper
and ejector for the piercing operation,
the pressure being supplied by a large
coil spring F placed underneath the
bottom die. The spring F and its
abutment are frequently made part of
the press and can be used with any
die which may be put into the press;
a rubber compression block may also
be used instead of a coil spring. /The
pressure-plate C acts as a stripper for the stock and a knock-out pad G
is provided to eject the scrap resulting from the piercing operation.'
As the ram of the press approaches its highest position the upper
end H of the knock-out spindle strikes a fixed stop and the scrap is thus
ejected from the inside of the punch B. The knockout pad is kept in place
by the cotter pin J.

Progressive Dies. Two or more operations may also be performed
at a single stroke of the press by mounting separate tools hi series as is
indicated for a simple blanking and piercing job in
Fig. 93. The stock A is fed through the dies from
right to left and is first pierced by the punch B and
is subsequently blanked out by the punch C on the
next stroke of the ram. Thus, although each piece
requires two strokes to complete it, a piece is com-
pleted on every stroke of the ram. The stock
must be positioned by suitable stops so that the pierced hole is centred
properly relatively to the blanking punch C during the blanking operation.
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